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{ 91 #1= PROJECT('Project’,#2,(#3),$,$,5);¢
#2= WIORKPLAN( 'Main Workplan',(#21,£26),$,#5,$);+

£21= HACHINING_VORKINGSTEP('Stept',$,#23,424,3); 4

#23= PLANAR_FACE('Planel', 3, (#24,427), 38, #45,#53,#58,5.5) ;¢

£24= PLANE_ROUGH_NILLING($, S, 'Planet-Rough',10.,$,#31,#36,#37,5.,429,430,428,3.,3.);
#26= WACHINING_WORKINGSTEP('Step2',$,#23,#27,$); !

126 #27- FREEFORM_OPERATION(S, #60, 'Planei-Finish',10.,$,#31,465,466,$, #63,#64, #61);
#28= BIDIRECTIONAL(3.,$,$,5,5); ¢

Fig.5 Output STEP file
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Fig.6 Simulation



